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Description
TECHNICAL FIELD

[0001] The present invention relates to a method for manufacturing a so-called grain oriented electrical steel sheet
having crystal grains with {110} plane in accord with the sheet plane and <001> orientation in accord with the rolling
direction, in Miller indices.

BACKGROUND ART

[0002] Itis known that grain oriented electrical steel sheets having crystal grains in accord with {110}<001> orientation
(hereinafter, "Goss orientation") through secondary recrystallization annealing exhibit superior magnetic properties (e.g.
see JPS40-15644B (PTL 1)). As indices of magnetic properties of the grain oriented electrical steel sheets, magnetic
flux density Bg at a magnetic field strength of 800 A/m and iron loss (per kg) W 7,5 of the steel sheet when itis magnetized
to 1.7 T in an alternating magnetic field with an excitation frequency of 50 Hz, are mainly used.

[0003] Further, it has been a common practice in manufacturing grain oriented electrical steel sheets to use precipitates
called inhibitors to induce differences of grain boundary mobility during final annealing so that the crystal grains prefer-
entially grow only in the Goss orientation.

[0004] For example, PTL 1 discloses a method of using AIN and MnS, while JPS51-13469B (PTL 2) discloses a
method of using MnS and MnSe. Both of them have been put into practical use industrially.

[0005] Since these methods using inhibitors require a uniform and fine precipitate distribution of inhibitors as an ideal
state, it is necessary to heat a slab before hot rolling to 1300 °C or higher. As such high temperature slab heating is
performed, excessive coarsening occurs in the crystal structure of the slab. With this coarsening, the orientation of the
slab structure tends to grow in {100}<011> orientation which is a stable orientation of hot rolling, which greatly impedes
grain growth during secondary recrystallization, thereby leading to serious deterioration of magnetic properties.

[0006] For the purpose of reducing the above coarse slab structure, JPH03-10020A (PTL 3) discloses a technique for
obtaining uniformly recrystallized microstructures by performing high reduction rolling at a temperature range of 1280
°C or higher in the first pass of rough rolling, thereby facilitating generation of recrystallization nuclei from grain boundaries
of a grains.

[0007] Forthe purpose of recrystallization of the surface layer of the hot rolled sheet, JPH02-101121A (PTL 4) discloses
a technique for performing hot rolling with a rolling reduction of 40 % to 60 % in a temperature range of 1050 °C to 1150
°C using the rolls having surface roughness of 4 umRa to 8 umRa, to increase the amount of shear strain in the surface
layer of the hot rolled sheet.

[0008] Further, JPS61-34117A (PTL 5) discloses a technique for growing only highly oriented secondary recrystallized
grains, by subjecting a silicon steel slab containing 0.01 wt% to 0.06 wt% of C to high reduction rolling of 40 % or more
in the first pass of finish hot rolling, and afterward to light reduction rolling of 30 % or less per 1 pass so that Goss
orientation grains existing in the surface layer of the hot rolled sheet increase. These Goss orientation grains lead to the
increased amount of Goss orientation grains in the surface layer after primary recrystallization annealing through a so
called "structure memory mechanism".

Further, WO2011/158519 A1 discloses a method for manufacturing a grain oriented electrical steel sheet, comprising
the steps of: subjecting a steel slab having a composition containing, by mass %, 0.02% to 0.015% C, 2.5% to 7.0% Si,
0.005% to 0.3% Mn, 0.01% to 0.05% acid-soluble aluminum, 0.002% to 0.012% N, at least one of S and Se by the total
content thereof being 0.05% or less, and the balance being Fe and incidental impurities, to heating and subsequent hot
rolling to obtain a hot rolled steel sheet; subjecting the hot rolled steel sheet optionally to hot-band annealing and
essentially to at least two cold-rolling operations with intermediate annealing therebetween to obtain a cold-rolled steel
sheet; and subjecting the cold-rolled steel sheet to primary recrystallization annealing and an secondary recrystallization
annealing, wherein a thermal threatment is carried out prior to any one of the cold-rolling operations other than final cold
rolling at a temperature in the range of 500 to 750°C for a period of 10 min. to 480 hours. The specified thermal treatment
prior to any one of the cold-rolling operations leads to superior magnetic properties.

CITATION LIST
Patent Literature
[0009]

PTL 1: JPS40-15644B
PTL 2: JPS51-13469B
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PTL 3: JPHO03-10020A
PTL 4: JPH02-101121A
PTL 5: JPS61-34117A

SUMMARY OF INVENTION
(Technical Problem)

[0010] PTL 3 discloses high reduction rolling at a temperature of 1280 °C or higher in rough hot rolling. However, as
a technical concept, this is originally high reduction rolling in an o single phase region, and there existed a problem that
an (a+y) dual phase is formed even at a temperature of 1280 °C or higher depending on compositions, so that sufficiently
uniform recrystallized microstructures cannot be obtained.

[0011] Further, according to PTL 4, shear strain in the surface layer of the hot rolled sheet increases by controlling
finish hot rolling condition. However, recrystallization is hard to occur in the center layer in sheet thickness direction of
asteel sheetwhere shear strain is difficult to be introduced, and there still remained a problem in facilitating recrystallization
in the center layer.

[0012] Further, it is assumed that PTL 4 and PTL 5 mainly focus on high reduction rolling in a temperature range of
high y phase volume fraction. However, since the temperature range of the maximum y phase volume fraction greatly
varies depending on the material compositions, there was a problem that, when using certain compositions, high reduction
rolling is performed in a temperature range out of the temperature range of maximum y phase volume fraction, which
results in an insufficient improving effect of magnetic properties.

(Solution to Problem)

[0013] The inventors of the present invention intensely investigated how to resolve the above problems. As a result,
the inventors discovered the relation between the addition amount of Si, C, and Ni which are known compositions in
grain oriented electrical steel sheets, and the a single phase transition temperature (T,) as well as the maximum y phase
volume fraction temperature (T, 4). Further, the inventors also discovered that it is important to perform high reduction
rolling at a temperature equal to or higher than (T_-100) °C which was obtained from the o single phase transition
temperature in the first pass of the rough rolling process of hot rolling, and to perform high reduction rolling at a temperature
range of (T, 5, +50) °C obtained from the maximum y phase volume fraction temperature in any one pass of the finish
hot rolling process of hot rolling.

[0014] The inventors of the present invention discovered that by performing the above hot rolling, ferrite grains in the
hot rolled sheet are refined, and that fine and uniform generation of the y phase provides refinement of the structure of
the hot rolled steel sheet, and also that as the refinement of the structure of the hot rolled steel sheet proceeds, it becomes
possible to better control the texture of the primary recrystallized sheet.

[0015] The present invention is based on the above discoveries, and an object thereof is to provide a method for
manufacturing a grain oriented electrical steel sheet using austenite (y) - ferrite (o) transformation which develops
excellent magnetic properties after secondary recrystallization by performing high reduction rolling, at a predetermined
temperature range based on the material compositions, in the first pass of a rough rolling process and at least one pass
of a finish rolling process during hot rolling.

[0016] Further, in addition to the above technique, the present invention achieves furtherimprovement in the magnetic
properties of the grain oriented electrical steel sheet by controlling the heating rate of the predetermined temperature
range in the heating process of primary recrystallization annealing, performing magnetic domain refining treatment, and
so on.

[0017] Specifically, the primary features of the present invention are specified in claims 1 to 6.

(Advantageous Effect of Invention)

[0018] Since the method for manufacturing a grain oriented electrical steel sheet according to the present invention
can control the texture of the primary recrystallized sheet so that the orientation of the product steel sheet is highly in
accord with the Goss orientation, it becomes possible to manufacture the grain oriented electrical steel sheet having
excellent magnetic properties compared to before, after secondary recrystallization annealing. In particular, the grain
oriented electrical steel sheet according to the present invention can achieve excellent iron loss properties with iron loss
W,7/50 after secondary recrystallization annealing of 0.85 W/kg or less, even with a thin steel sheet with a sheet thickness
of 0.23 mm which is generally difficult to manufacture.
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BRIEF DESCRIPTION OF DRAWINGS
[0019] The present invention will be further described below with reference to the accompanying drawings, wherein:

FIG. 1 is a graph showing the influence of the temperature and rolling reduction in the first pass of rough hot rolling
and in the first pass of finish hot rolling on the magnetic properties of a final annealed steel sheet (Material No. 3);
FIG. 2 is a graph showing the influence of the temperature and rolling reduction in the first pass of rough hot rolling
and in the first pass of finish hot rolling on the magnetic properties of another final annealed steel sheet (Material
No. 15); and

FIG. 3 is a graph showing the influence of the temperature and rolling reduction in the first pass of rough rolling and
in the first pass of finish rolling on the magnetic properties of another final annealed steel sheet (Material No. 20).

DESCRIPTION OF EMBODIMENTS

[0020] The following describes the present invention in detail. Here, unless otherwise specified, the indication of "%"
regarding compositions of the steel sheet shall stand for "mass%".

Si: 3.0 % or more to 4.0 % or less

[0021] Siis anelementthatis extremely effective for enhancing electrical resistance of steel and reducing eddy current
loss which constitutes a part of iron loss. By adding Si to the steel sheet, electrical resistance monotonically increases
until the content reaches 11 %. However, when the content exceeds 4.0 %, workability significantly decreases. On the
other hand, if the content is less than 3.0 %, electrical resistance becomes too small and good iron loss properties cannot
be obtained. Therefore, the amount of Si is in the range of 3.0 % or more to 4.0 % or less.

C: 0.020 % or more to 0.10 % or less

[0022] C is a necessary element for improving the hot rolled texture by using austenite-ferrite transformation during
hot rolling and the soaking time of hot band annealing. However, when C content exceeds 0.10 %, not only does the
burden of decarburization treatment increase but the decarburization itself becomes incomplete, and becomes the cause
of magnetic aging in the product steel sheet. On the other hand, if C content is less than 0.020 %, the improving effect
of the hot rolled texture is small, and it becomes difficult to obtain a desirable primary recrystallized texture. Therefore,
the amount of C is in the range of 0.020 % or more to 0.10 % or less.

Ni: 0.005 % or more to 1.50 % or less

[0023] Niis an austenite forming element and therefore it is an element useful for improving the texture of a hot-rolled
sheet and improving magnetic properties using austenite transformation. However, if Ni content is less than 0.005 %, it
is less effective forimproving magnetic properties. On the other hand, if the contentis over 1.50 %, workability decreases
and leads to deterioration of sheet threading performance, and also causes unstable secondary recrystallization and
leads to deterioration of magnetic properties. Therefore, the amount of Ni is in the range of 0.005 % to 1.50 %.

Mn: 0.005 % or more to 0.3 % or less

[0024] Mnisanimportant elementin a grain oriented electrical steel sheet since it serves as an inhibitor in suppressing
normal grain growth by MnS and MnSe in the heating process of secondary recrystallization annealing. Here, if Mn
content is less than 0.005 %, the absolute content of the inhibitor will be insufficient, and therefore the inhibition effect
on normal grain growth will be insufficient. On the other hand, if Mn content exceeds 0.3 %, not only will it be necessary
to perform slab heating at a high temperature to completely dissolve Mn in the process of heating the slab before hot
rolling, but the inhibitor will be formed as a coarse precipitate, and therefore the inhibition effect on normal grain growth
will be insufficient. Therefore, the amount of Mn is in the range of 0.005 % or more to 0.3 % or less.

Acid-Soluble Al: 0.01 % or more to 0.05 % or less

[0025] Acid-Soluble Alis animportant elementin a grain oriented electrical steel sheet since AIN serves as an inhibitor
in suppressing normal grain growth in the heating process of secondary recrystallization annealing. Here, if Acid-Soluble
Al content is less than 0.01 %, the absolute content of the inhibitor is insufficient, and therefore the inhibition effect on
normal grain growth will be insufficient. On the other hand, if Acid-Soluble Al content exceeds 0.05 %, AIN is formed as
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a coarse precipitate, and therefore inhibition effect on normal grain growth will be insufficient. Therefore, the amount of
Acid-Soluble Al is in the range of 0.01 % or more to 0.05 % or less.

N: 0.002 % or more to 0.012 % or less

[0026] N bonds with Al to form an inhibitor. However, if N content is less than 0.002 %, the absolute content of the
inhibitor will be insufficient, and therefore inhibition effect on normal grain growth will be insufficient. On the other hand,
if the content exceeds 0.012 %, holes called blisters will be generated during cold rolling, and the appearance of the
steel sheet will be deteriorated. Therefore, the amount of N is in the range of 0.002 % or more to 0.012 % or less.
[0027] Total of atleast one element selected from S and Se: 0.05 % or less S and Se bond with Mn to form an inhibitor.
However, if the content exceeds 0.05 %, desulfurization and deselenization become incomplete in secondary recrystal-
lization annealing which causes deterioration of iron loss properties. Therefore, the total amount of at least one element
selected from S and Se is 0.05 % or less. Further, although there is no particular lower limit for these elements, it is
preferable to include them in an amount of about 0.01 % or more in order to obtain their addition effect.

[0028] Although the basic components of the present invention are as explained above, the following elements may
also be added as necessary, according to the present invention.

Sn: 0.005 % or more to 0.50 % or less, Sb: 0.005 % or more to 0.50 % or less, Cu: 0.005 % or more to 1.5 % or less,
and P: 0.005 % or more to 0.50 % or less

[0029] Sn, Sb, Cu and P are useful elements for improving magnetic properties. However, if the content of each
element is less than the lower limit value of each of the above ranges, improving effect of magnetic properties is poor,
while if the content of each element exceeds the upper limit value of each of the above ranges, secondary recrystallization
becomes unstable and magnetic properties deteriorate. Therefore, each element may be contained in the following
ranges.

Sn: 0.005 % or more to 0.50 % or less, Sb: 0.005 % or more to 0.50 % or less, Cu: 0.005 % or more to 1.5 % or less,
and P: 0.005 % or more to 0.50 % or less

[0030] A steel slab having the above composition is heated and subjected to hot rolling.

[0031] Here, a major feature of the present invention is that in the rough rolling process of the above hot rolling (also
simply referred to as rough hot rolling in the present invention) and the finish rolling process (also referred to as finish
hot rolling in the present invention), when defining the o single phase transition temperature and the maximum y phase
volume fraction temperature obtained from the addition amount of Si, C, and Ni as T, and T,,,, respectively, high
reduction rolling is performed with the surface temperature set to (T ,-100) °C or higher in the first pass of rough hot
rolling, and high reduction rolling is performed with the surface temperature set to (TymaXtSO) °C in at least one pass
of the process of finish hot rolling.

[0032] Hereinbelow, reference will be made to the experiments by which the present invention has been completed.
Regarding each of the slabs of steel compositions shown in table 1, thermal expansion coefficient in the heating process
was measured using Formastor dilatometer, and T, was obtained from the change in its slope. That is, since the atomic
packing factor is lower in a phase (bcc structure) compared to y phase (fcc structure), it is possible to confirm transition
of a single phase from the sharp change in thermal expansion coefficient.

[Table 1]



EP 2 832 865 B1

0611 el 200 100 100 200 800 0 80°0 0y X
ny z6zl 200 100 100 200 800 5000 80°0 0y 44
G611 L€€1 200 100 100 €00 600 ¥0 500 0y 1z
GLiL €12 200 100 100 €00 600 0 500 0y 0z
870} 2611 200 100 100 €00 800 5000 500 0y 6l
8LLL el 200 100 100 €00 800 ¥0 20°0 0y 8l
G611 0Lvl 200 100 100 200 800 ¥0 80°0 e L
8LL1 vI€) 200 100 100 £0°0 800 0 80°0 e 9l
1611 9gel 200 100 100 €00 600 5000 80°0 e Gl
0811 L1€L 200 100 100 200 800 ¥0 500 e vl
1611 zeel 200 100 100 €00 600 0 500 g€ el
1zl €9z} 200 100 100 €00 600 5000 500 e 4}
611 208} 200 100 100 €00 800 ¥0 20°0 e L
9014 €611 200 100 100 200 800 0 200 e 0l
S0z} 62yl 200 100 100 €00 800 ¥°0 80°0 o€ 6
G611 zovl 200 100 100 €00 600 0 80°0 o€ 8
1811 zigl 200 100 100 200 600 5000 80°0 o€ L
G611 96¢ | 200 100 100 €00 800 ¥°0 500 o€ 9
1811 6G€ | 200 100 100 €00 800 0 500 o€ g
z9L1 9lel 200 100 100 €00 800 5000 500 o€ ¥
1811 £vel 200 100 100 200 600 ¥°0 200 o€ €
8611 8.z1 200 100 100 €00 800 0 20°0 o€ z
6601 611 200 100 100 200 800 5000 200 o€ !
(ene (ene [% fop'ssew] | %

painseop) [0, | peinseop) [o”L | -ssew]eg | [%'SSEWIS | [%SsEwIN [0S .www,_e_ [% ssew] IN | [%ssew] O | [%'ssew]is | "ON

10

15

20

25

} 8lqeL

30

35

40

45

50

55

[eco0]




EP 2 832 865 B1

SlLL 121 ¢0'0 100 100 €00 800 ¥'0 800 oy 1£4
(enjen (enjen [% [9% ssew]s | [% ssew] N [%"ssew] .w%WE_ [%ssew] IN | [%'ssew]D | [%'ssew]IS | 'ON
pansespy) [0,] L painses|\) [0.]”L "ssew] 83 ° ° Iv|os un ° ' ° ° '
(panunuod)
© 2 2 b & 3 5 S 2 3 3




10

15

20

25

30

35

40

45

50

55

EP 2 832 865 B1
[0034] Further, regarding Tymax, a thermodynamic calculation software (Thermo-Calc) was used to estimate the tem-
perature where the component reaches the maximum y phase volume fraction. Then, a simulated thermal cycle tester
was used to perform soaking treatment for 30 minutes in the range of =30 °C of the estimated temperature with an
increment of 5 °C, and then rapid cooling was performed to freeze the microstructure. Regarding the steel sheet micro-
structure for each temperature, microstructure observation was performed using an optical microscope, to measure the
pearlite fraction in the range of approximately 130 um X 100 wm, and a mean value of 5 views was defined as y phase
volume fraction.
[0035] Then, the relations between test temperatures and measurement results of y phase volume fraction were
plotted, and the maximum value of the y phase volume fraction was obtained by a curved approximation of the plots,
and the temperature of the maximum value was defined as T, .
[0036] Theresults of T, obtained by the above procedures are shown in Table 1. Based on the results of the same
table, the relations of the addition amount of Si, C and Ni, and T, and T, ,, are obtained from multiple regression

calculation, and they are expressed by the following two equations (1) and (2).

To [°C] = 1383.98 — 73.29 [%Si] + 2426.33 [%C] + 271.68 [%Ni] (1)

Tymax [°C] = 1276.47 — 59.24 [%Si] + 919.22 [%C] + 149.03 [%Ni] -+(2)

where, [%A] represents content of element "A" in steel (mass%).

[0037] Next, experiments of changing hot rolling conditions regarding slabs of the steel compositions shown in Nos.
3, 15 and 20 of table 1 were conducted. Here, the values obtained by the above equations (1) and (2) were used as T,
and T, ,,. Regarding material No. 3, T, = 1321 °C and T, .5, = 1177 °C. Regarding material No. 15, T, = 1323 °C and
T,max = 1144 °C. Regarding material No. 20, T, = 1266 °C and T,,,, = 1116 °C.

[0038] Each slab shown in table 1 was heated to a temperature of 1400 °C, subjected to rough hot rolling and finish
hot rolling with various conditions regarding temperature and rolling reduction of the first pass, and then the steel sheet
was subjected to hot rolling until reaching sheet thickness of 2.6 mm thick, and then subjected to hot band annealing at
1050 °C for 40 seconds. Then, the steel sheet was subjected to the first cold rolling until reaching a sheet thickness of
1.7 mm thick and then subjected to intermediate annealing at 1100 °C for 60 seconds. Further, the steel sheet was
subjected to cold rolling until reaching a sheet thickness of 0.23 mm thick, and then the steel sheet was subjected to
primary recrystallization annealing combined with decarburization annealing at 800 °C for 120 seconds. Then, an an-
nealing separator mainly composed of MgO was applied to the surface of the steel sheet, and the steel sheet was
subjected to secondary recrystallization annealing combined with purification annealing at 1150 °C for 50 hours to obtain
a test piece under each condition.

[0039] Figs. 1 to 3 show the magnetic properties of material Nos. 3, 15 and 20 in table 1. Figs. 1 to 3 show that good
magnetic properties can be obtained by performing the first pass of rough rolling at a temperature of (T _-100) °C or
higher with a rolling reduction of 30 % or more, and the first pass of finish hot rolling at a temperature of (T, ,,,,*50) °C
with a rolling reduction of 40 % or more .

[0040] In the present invention, although the upper limit of the temperature of the first pass of rough hot rolling is not
specified, considering air cooling after high temperature slab heating, a temperature of around 1350 °C is preferable.
Further, the upper limit of rolling reduction is preferably around 60 % in terms of the bite angle. Further, rough hot rolling
is performed with the total pass of around 2 to 7 passes. Here, the temperature and the rolling reduction from the second
pass and after are not particularly limited and the temperature may be around (T,-150) °C or higher, and the rolling
reduction may be around 20 % or more.

[0041] On the other hand, the upper limit of the rolling reduction of finish hot rolling is preferably around 80 % in terms
of the bite angle. Further, finish rolling is performed with the total pass of around 4 to 7 passes. Here, as a result of
further investigation by the inventors, it has been found that performing finish hot rolling with a rolling reduction of 40 %
or more in a temperature range of (Tymaxt 50) °C even at any pass of the second pass and after would lead to the effect
of the present invention. Therefore, in the finish hot rolling process of the present invention, it is sufficient to perform at
least one pass of finish rolling in the temperature range of (T, ,,5,+50) °C with a rolling reduction of 40 % or more.
[0042] By performing rough hot rolling and finish hot rolling satisfying the above conditions, an improving effect on
texture such as mentioned above is obtained, and good magnetic properties can be obtained in the product steel sheet.
Further, by performing one pass of finish hot rolling in a temperature range of (TymaXtSO) °C at a strain rate of 6.0s"" or
more, refinement of the y phase during finish hot rolling which is a feature of the present invention becomes prominent,
and improving effect of the texture of the primary recrystallized sheet and improving effect of magnetic properties of the
secondary recrystallized sheet becomes prominent.

yma
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[0043] Further, in the present invention, the microstructure of the hot rolled sheet can be improved by performing hot
band annealing, if necessary. Hot band annealing at this time is preferably performed under the conditions of soaking
temperature of 800 °C or higher and 1200 °C or lower and soaking duration of 2 seconds or more and 300 seconds or less.
[0044] With a soaking temperature of hot band annealing of lower than 800 °C, the microstructure of the hot rolled
sheet is not completely improved and non-recrystallized parts remain. Therefore, a desirable microstructure may not be
obtained. On the other hand, if the soaking temperature is over 1200 °C, dissolution of AIN, MnSe and MnS proceeds,
the inhibition effect of inhibitor in the secondary recrystallization process becomes insufficient, and secondary recrys-
tallization is suspended accordingly, resulting in deterioration of magnetic properties. Therefore, soaking temperature
of hot band annealing is preferably 800 °C or higher and 1200 °C or lower.

[0045] Further, if the soaking duration is less than 2 seconds, non-recrystallized parts remain because of the short
high-temperature holding time, and a desirable microstructure may not be obtained. On the other hand, if the soaking
durationis over 300 seconds, dissolution of AIN, MnSe and MnS proceeds, the inhibition effect of inhibitor in the secondary
recrystallization process becomes insufficient, so that secondary recrystallization is suspended, resulting in deterioration
of magnetic properties.

[0046] Therefore, soaking duration of hot band annealing is preferably 2 seconds or more and 300 seconds or less.
[0047] After hot band annealing or without hot band annealing by subjecting the steel sheet to cold rolling once, or
twice or more with intermediate annealing performed therebetween until reaching the final sheet thickness, it is possible
to obtain a grain oriented electrical steel sheet according to the present invention.

[0048] In the present invention, the conditions for intermediate annealing may be in accordance with conventionally
known conditions. Preferably, soaking temperature is 800 °C or higher and 1200 °C or lower and soaking duration is 2
seconds or more and 300 seconds or less. In the cooling process after intermediate annealing, it is preferable to perform
rapid cooling with a cooling rate from 800 °C to 400 °C of 10 °C/s or more and 200 °C/s or less.

[0049] Here, if the above soaking temperature is lower than 800 °C, non-recrystallized microstructures remain, and
therefore it becomes difficult to obtain a microstructure of uniformly-sized grains in the microstructure of the primary
recrystallized sheet and a desirable growth of secondary recrystallized grains cannot be achieved, thereby leading to
deterioration of magnetic properties. On the other hand, if the soaking temperature is over 1200 °C, dissolution of AIN,
MnSe and MnS proceeds, the inhibition effect of inhibitor in the secondary recrystallization process becomes insufficient,
and secondary recrystallization is suspended, which may result in deterioration of magnetic properties.

[0050] Therefore, soaking temperature of intermediate annealing before final cold rolling is preferably 800 °C or higher
and 1200 °C or lower.

[0051] Further, if the soaking duration is less than 2 seconds, non-recrystallized parts remain because of the short
high-temperature holding time, and it becomes difficult to obtain a desirable microstructure. On the other hand, if the
soaking duration is over 300 seconds, dissolution of AIN, MnSe and MnS proceeds, the inhibition effect of inhibitor in
the secondary recrystallization process becomes insufficient, so that secondary recrystallization is suspended, resulting
in deterioration of magnetic properties.

[0052] Therefore, soaking duration of intermediate annealing before final cold rolling is preferably 2 seconds or more
and 300 seconds or less.

[0053] Further, in the cooling process after intermediate annealing before final cold rolling, if the cooling rate from 800
°C to 400 °C is less than 10 °C/s, coarsening of carbides becomes more likely to proceed, and the texture improving
effect from the subsequent cold rolling to primary recrystallization annealing decreases, and magnetic properties are
more likely to deteriorate. On the other hand, if the cooling rate from 800 °C to 400 °C is over 200 °C/s, hard martensite
phase is more easily generated, and a desirable microstructure cannot be obtained in the microstructure of the primary
recrystallized sheet, thereby leading to deterioration of magnetic properties.

[0054] Therefore, the cooling rate from 800 °C to 400 °C in the cooling process after intermediate annealing before
final cold rolling is preferably 10 °C/s or more and 200 °C/s or less.

[0055] In the present invention, by setting the rolling reduction in final cold rolling to 80 % or more and 92 % or less,
it is possible to obtain an even better texture of the primary recrystallized sheet.

[0056] Steel sheets rolled until reaching final sheet thickness by final cold rolling are preferably subjected to primary
recrystallization annealing at a soaking temperature of 700 °C or higher and 1000 °C or lower. In this case, the primary
recrystallization annealing may be performed in, for example, wet hydrogen atmosphere to obtain the effect of decar-
burization of the steel sheet.

[0057] Here, if the soaking temperature in primary recrystallization annealing is lower than 700 °C, non-recrystallized
parts remain, and a desirable microstructure may not be obtained. On the other hand, if the soaking temperature is over
1000 °C, secondary recrystallization of Goss orientation grains may occur.

[0058] Therefore, primary recrystallization annealing is preferably performed at a temperature of 700 °C or higher and
1000 °C or lower.

[0059] By performing common primary recrystallization annealing satisfying the above conditions, texture improving
effect such as mentioned above is achieved. Here, by performing primary recrystallization annealing where the heating
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rate from 500 °C to 700 °C until reaching soaking temperature of primary recrystallization annealing is 50°C/s or more,
it is possible to obtain an even higher S orientation ({12 4 1}<014>) intensity or Goss orientation intensity of textures of
primary recrystallized sheets and hence it becomes possible to increase the magnetic flux density of the steel sheet
after secondary recrystallization and decrease the recrystallized grain size to improve iron loss properties.

[0060] Regarding the temperature range of primary recrystallization annealing, since an object of primary recrystalli-
zation annealing is to cause recrystallization by performing rapid heating in the temperature range corresponding to
recovery of microstructure after cold rolling, the heating rate from 500 °C to 700 °C corresponding to the recovery of
microstructure is important and it is preferable that the heating rate of this range is defined. Specifically, if the heating
rate in the aforementioned temperature range is less than 50 °C/s, recovery of the microstructure in said temperature
cannot be sufficiently suppressed, and therefore the heating rate is preferably 50 °C/s or more. Although there is no
upper limit for the above heating rate, it is preferably 300 °C/s from the limitation of facilities.

[0061] Further, primary recrystallization annealing is normally combined with decarburization annealing and should
be performed in an appropriate oxidizing atmosphere (e.g. P,o/PH2>0.1). Regarding the above range between 500 °C
and 700 °C where a high heating rate is required, there may be situations where due to limitations of facilities and the
like it is difficult to introduce oxidizing atmosphere. However, in the light of decarburization, the oxidizing atmosphere in
the vicinity of 800 °C is important. Therefore, there would be no problem even if the temperature range between 500 °C
and 700 °C is a range of Py,o/P,<0.1.

[0062] If it is difficult to perform these annealing procedures, a separate decarburizing annealing process may be
provided.

[0063] In the present invention, it is also possible to perform nitriding treatment in the range of 150 ppm to 250 ppm
of N in steel after completion of primary recrystallization annealing and before beginning of secondary recrystallization
annealing. In order to do so, known techniques of performing heat treatment in NH; atmosphere, adding nitride in
annealing separators, changing the atmosphere of secondary recrystallization annealing to nitriding atmosphere may
be applied after primary recrystallization annealing.

[0064] Then, if necessary, an annealing separator mainly composed of MgO can be applied on the steel sheet surface,
and then secondary recrystallization annealing can be performed. Annealing conditions of the secondary recrystallization
annealing are not particularly limited, and conventionally known annealing conditions may be applied. Further, by making
the annealing atmosphere a hydrogen atmosphere, it is also possible to obtain the effect of purification annealing. Then,
after an insulating coating applying process and a flattening annealing process, a desired grain oriented electrical steel
sheet is obtained. There is no particular provision regarding the manufacturing conditions of the insulating coating
applying process and the flattening annealing process, and they may be performed in accordance with conventional
manners.

[0065] A grain oriented electrical steel sheet manufactured by satisfying the above conditions have an extremely high
magnetic flux density as well as low iron loss properties after secondary recrystallization.

[0066] However, achieving the high magnetic flux density, means that the crystal grains were allowed to preferantially
grow only in orientations in the vicinity of the Goss orientation during the secondary recrystallization process. Since it is
known that the closer to the Goss orientation the secondary recrystallized grains are, the more the growth rate of
secondary recrystallized grains increases, an increase in magnetic flux density indicates that secondary recrystallized
grain size is potentially coarse. This is advantageous in terms of reducing hysteresis loss, yet may be disadvantageous
in terms of reducing eddy current loss. In order to advantageously solve such an offsetting problem for the ultimate goal
of reducing iron loss, it is possible to perform magnetic domain refining treatment in the present invention.

[0067] By performing magnetic domain refining treatment, the increase in eddy current loss caused by coarsening of
secondary recrystallized grain size is improved, and together with reduction in hysteresis loss, it is possible to obtain
extremely good iron loss properties, even better than those of the aforementioned examples of the grain oriented electrical
steel sheets. In the present invention, both of conventionally known heat resistant and non-heat resistant magnetic
domain refining treatment methods may be applied. In particular, by performing magnetic domain refining treatment
using an electron beam or a continuous laser to the steel sheet surface after secondary recrystallization, it is possible
to allow the magnetic domain refining effect to spread to the inner part in the sheet thickness direction of the steel sheet,
leading to even lower iron loss properties compared to other magnetic domain refining treatment such as etching.

EXAMPLES
(Example 1)
[0068] Slabs of steel compositions shown in table 2 were heated at a temperature of 1420 °C, then subjected to the
first pass of rough hot rolling with a rolling reduction of 40 % at 1280 °C, then the steel sheet was subjected to the first

pass of finish hot rolling with a rolling reduction of 50% at 1180 °C, and then subjected to hot rolling until reaching a
sheet thickness of 2.6 mm. Then, the steel sheet was subjected to hot band annealing for 40 seconds at 1050 °C. Then,
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the steel sheet was subjected to cold rolling until reaching a sheet thickness of 1.6 mm, intermediate annealing for 80
seconds at 1080 °C, cold rolling until reaching a sheet thickness of 0.23 mm, and then to primary recrystallization
annealing combined with decarburization for 120 seconds at 820 °C. Then, an annealing separator mainly composed
of MgO was applied on the steel sheet surface, and then secondary recrystallization annealing combined with purification
was performed for 50 hours at 1150 °C.

[0069] T, and Tymax calculated from the following equations (1) and (2) and the results of magnetic measurement of
the final annealed sheets are shown in table 2.

To [°C] = 1383.98 — 73.29 [%Si] + 2426.33 [%C] + 271.68 [%Ni] ---(1)

Tymax [°C] = 1276.47 — 59.24 [%Si] + 919.22 [%C] + 149.03 [%Ni] ----(2)

where, [%A] represents content of element "A" in steel (mass%).

[Table 2]
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[0071] Table 2 shows that a material subjected to high reduction rolling in a temperature range of (T -100) °C or higher
in the first pass of rough hot rolling, and high reduction rolling in a temperature range of (T, ;,5,+50) °C in the first pass
of finish hot rolling, was provided with excellent magnetic properties. On the other hand, regarding materials of Nos. 1
and 4, it is assumed that the reason why excellent magnetic properties were not obtained is that, due to the fact that the
temperature of the first pass of finish hot rolling is higher than the temperature range of maximum y phase volume fraction
which is calculated from the compositions, recrystallized grain refinement of ferrite grains as well as uniform generation
of the y phase was insulfficient.

[0072] From the above results, it is understood that a grain oriented electrical steel sheet with excellent magnetic
properties can be obtained by calculating T, and T, using the above equations (1) and (2) based on the steel slab
compositions, and performing high reduction rolling of 30 % or more in a temperature range of (T -100) °C or higher in
the first pass of rough hot rolling, and performing high reduction rolling of 40 % or more in a temperature range of
(T,max*50) °C in the first pass of finish hot rolling.

yma

(Example 2)

[0073] Slabs of steel compositions shown in table 3 were heated at a temperature of 1420 °C, then subjected to the
first pass of rough hot rolling with a rolling reduction of 40 % at 1280 °C, then the steel sheet was subjected to the first
pass of finish hot rolling with a rolling reduction of 50 % at 1180 °C, and then subjected to hot rolling until reaching a
sheet thickness of 2.6 mm. Then, the steel sheet was subjected to hot band annealing for 40 seconds at 1050 °C. Then,
the steel sheet was subjected to cold rolling until reaching a sheet thickness of 1.8 mm, intermediate annealing for 80
seconds at 1080 °C, cold rolling until reaching a sheet thickness of 0.27 mm, and then to primary recrystallization
annealing combined with decarburization for 120 seconds at 820 °C. Then, an annealing separator mainly composed
of MgO was applied on the steel sheet surface, and then secondary recrystallization annealing combined with purification
was performed for 50 hours at 1150 °C.

[0074] T, and T, calculated from the above equations (1) and (2) and the results of magnetic measurement of the
final annealed sheets are shown in table 3.

[Table 3]
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[0076] Table 3 shows that a material subjected to high reduction rolling in a temperature range of (T -100) °C or higher
in the first pass of rough hot rolling, and high reduction rolling in a temperature range of (T, ;,5,+50) °C in the first pass
of finish hot rolling, was provided with excellent magnetic properties.

[0077] From the above results, it is understood that a grain oriented electrical steel sheet with excellent magnetic
properties can be obtained by calculating T, and Tymax from the above equations(1) and (2) based on the steel slab
compositions, and performing high reduction rolling of 30 % or more in a temperature range of (T_-100) °C or higher in
the first pass of rough hot rolling, and performing high reduction rolling of 40 % or more in a temperature range of
(T,max*50) °C in the first pass of finish hot rolling.

(Example 3)

[0078] The above mentioned Examples 1 and 2 are results of performing primary recrystallization annealing with a
heating rate from 500 °C to 700 °C of 20 °C/s. Samples prepared by performing cold rolling under conditions of No. 2
(inventive example) of Example 1 until reaching a sheet thickness of 0.23 mm were used with the heating rate from 500
°C to 700 °C in primary recrystallization annealing being the values shown in table 4, to further conduct a test of changing
the method of magnetic domain refining treatment.

[0079] Here, etching grooves having a width of 150 wm, depth of 15 um, rolling direction interval of 5 mm were formed
in transverse direction (direction orthogonal to the rolling direction) on one side of the steel sheet subjected to cold rolling
until reaching a sheet thickness of 0.23 mm. The steel sheet was continuously irradiated on one side with an electron
beam in the transverse direction after final annealing under the conditions of an acceleration voltage of 100 kV, irradiation
interval of 5 mm, beam current of 3 mA. A laser was continuously irradiated in the transverse direction on one side of
the steel sheet after final annealing under the conditions of beam diameter of 0.3 mm, output of 200 W, scanning rate
of 100 m/s, irradiation interval of 5 mm.

[0080] The measurement results of magnetic properties are shown in Table 4.

[Table 4]
Primary Recrystallization ) _ Magnetic Properties (After
No Annealing Magnetic Domain Magnetic Domain Refining) Remarks
’ Refining
Heating Rate (500-700 °C) [°C/s] W7s50 [Wikg] Bg [T]
2-a- 20 ) 083 194 Inventive
0 Example
2-a- . Inventive
20 Etching 0.72 1.90
1 Example
2-a- 20 Electron Beam 0.69 1.94 Inventive
2 Example
2-a- 20 Continuous Laser 0.70 1.94 Inventive
3 Example
2-b- 40 _ 081 195 Inventive
0 Example
2b- 40 Etching 0.70 1.91 Inventive
1 Example
2-b- 40 Electron Beam 0.67 1.94 Inventive
2 Example
2-b- 40 Continuous Laser 0.67 1.94 Inventive
3 Example
e 100 - 0.76 1.95 Inventive
0 Example
2-c- . Inventive
100 Etching 0.66 1.91

1 Example
2-c- 100 Electron Beam 0.60 1.95 Inventive
2 Example

15
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(continued)
Primary Recrystallization ) ) Magnetic Properties (After
No Annealing Magnetic Domain Magnetic Domain Refining) Remarks
’ Refining
Heating Rate (500-700 °C) [°C/s] W 750 [W/kg] Bs [T]
2e 100 Continuous Laser 0.60 1.95 Inventive
3 Example

[0081] Table4 shows thatas the heatingrate from 500 °C to 700 °C during primary recrystallization annealing increases,
good iron loss properties are obtained. Further, it is also shown that, regarding all of the heating rates, extremely good
iron loss properties are obtained by performing magnetic domain refining treatment.

(Example 4)

[0082] Examples 1, 2, and 3 are results of conducting experiments in a temperature range of (T, *=50) °C with a
strain rate of 8.0s"1 in the first pass of finish hot rolling. Here, regarding a material of No. 3 (inventive example) of Example
1, an experiment of changing the strain rate of only one pass of finish hot rolling was performed.

[0083] Using a rolling reduction and a rolling speed such as shown in table 5, the material was subjected to at least
one pass of finish hot rolling at 1150 °C which corresponds to (T,,,x*50) °C under the controlled strain rate, and then
the steel sheet was subjected to hot rolling until reaching a sheet thickness of 2.0 mm thick. Then, the steel sheet was
subjected to hot band annealing for 60 seconds at 1100 °C. Further, the steel sheet was subjected to cold rolling until
reaching a sheet thickness of 0.23 mm thick, and then subjected to primary recrystallization annealing combined with
decarburization for 120 seconds at 820 °C. Then, an annealing separator mainly composed of MgO was applied on the
steel sheet surface, and then secondary recrystallization annealing combined with purification was performed for 50
hours at 1150 °C. The results of magnetic measurement of the final annealed sheets are shown in Table 5.

[Table 5]
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[0085] Table 5 shows that, good iron loss properties are obtained by performing at least one pass of finish hot rolling
at the strain rate of 6.0s™! or more in a temperature range of (T,max*50) °C.

Claims

1.

A method for manufacturing a grain oriented electrical steel sheet, the method comprising:
heating a steel slab consisting of by mass%

Si: 3.0 % or more and 4.0 % or less,

C: 0.020 % or more and 0.10 % or less,

Ni: 0.005 % or more and 1.50 % or less,

Mn: 0.005 % or more and 0.3 % or less,

Acid-Soluble Al: 0.01 % or more and 0.05 % or less,

N: 0.002 % or more and 0.012 % or less,

at least one element selected from S and Se in a total of 0.05 % or less, and optionally one or more of Sn:
0.005 % or more and 0.50 % or less, Sb: 0.005 % or more and 0.50 % or less, Cu: 0.005 % or more and
1.5 % or less, and P: 0.005 % or more and 0.50 % or less,

the balance being Fe and incidental impurities;

then subjecting the slab to hot rolling to obtain a hot rolled steel sheet;

subjecting or not subjecting the steel sheet to subsequent hot band annealing;

then subjecting the steel sheet to cold rolling once, or twice or more with intermediate annealing performed
therebetween to have a final sheet thickness;

then subjecting the steel sheet to primary recrystallization annealing and further secondary recrystallization
annealing to manufacture a grain oriented electrical steel sheet,

wherein in a rough rolling process of the hot rolling, when the o single phase transition temperature calculated
by the following equation (1) is defined as T, a first pass of the rough rolling is performed at a temperature of
(T,-100) °C or higher with a rolling reduction of 30 % or more, and

wherein in a finish rolling process of the hot rolling, when the maximum y phase volume fraction temperature
calculated by the following equation (2) is defined as T4, at least one pass of the finish rolling is performed
in a temperature range of (T, 2, =50) °C with a rolling reduction of 40 % or more.

T4 [°C] = 1383.98 — 73.29 [%Si] + 2426.33 [%C] + 271.68 [%Ni]----(1)

Tymax [°C] = 1276.47 — 59.24 [%Si] + 919.22 [%C] + 149.03 [%Ni]----(2)

where [%A] represents content of element "A" in steel (mass%).

The method for manufacturing a grain oriented electrical steel sheet according to Claim 1, wherein a heating rate
from 500 °C to 700 °C in the primary recrystallization annealing is 50 °C/s or more.

The method for manufacturing a grain oriented electrical steel sheet according to Claim 1 or 2, wherein the steel
sheet is subjected to magnetic domain refining treatment at any stage after the cold rolling.

The method for manufacturing a grain oriented electrical steel sheet according to Claim 1 or 2, wherein the steel
sheet after the secondary recrystallization is subjected to magnetic domain refining treatment by electron beam
irradiation.

The method for manufacturing a grain oriented electrical steel sheet according to Claim 1 or 2, wherein the steel
sheet after the secondary recrystallization is subjected to magnetic domain refining treatment by continuous laser

irradiation.

The method for manufacturing a grain oriented electrical steel sheet according to any, one of Claims 1 to 5, wherein
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at least one pass of the finish rolling is performed in a temperature range of (Tymaxt 50) °C at a strain rate of 6.0 s-'
or more.

Patentanspriiche

1.

Verfahren zur Herstellung eines kornorientierten Elektrostahlblechs, wobei das Verfahren umfasst:

Erwarmen einer Stahlbramme, die in Masse % besteht aus

Si: 3,0 % oder mehr und 4,0 % oder weniger,

C: 0,020 % oder mehr und 0,10 % oder weniger,

Ni: 0,005 % oder mehr und 1,50 % oder weniger,

Mn: 0,005 % oder mehr und 0,3 % oder weniger,

saureldsliches Al: 0,01 % oder mehr und 0,05 % oder weniger,

N: 0,002 % oder mehr und 0,012 % oder weniger,

wenigstens einem Element, das aus S und Se voninsgesamt 0,05 % oder weniger ausgewahlt wird, und optional
ein oder mehr von Sn: 0,005 % oder mehr und 0,50 % oder weniger, Sb: 0,005 % oder mehr und 0,50 % oder
weniger, Cu: 0,005 % oder mehr und 1,5 % oder weniger und P: 0,005 % oder mehr und 0,50 % oder weniger,
wobei der Rest Fe und nebensachliche Verunreinigungen sind;

dann Unterziehen der Bramme einem Warmwalzen, um ein warmgewalztes Stahlblech zu erhalten;
Unterziehen oder nicht Unterziehen des Stahlblechs einem nachfolgenden Warmbandglihen;

dann Unterziehen des Stahlblechs dem Kaltwalzen einmal oder zweimal oder mehr, wobei dazwischen ein
Zwischengliihen durchgefiihrt wird, um eine endgiiltige Blechdicke zu erhalten;

dann Unterziehen des Stahlblechs einem primaren Rekristallisationsgliihen und einem weiteren sekundaren
Rekristallisationsgliihen, um ein kornorientiertes Elektrostahlblech herzustellen,

wobei in einem Vorwalzprozess des Warmwalzens, wenn die durch die folgende Gleichung (1) berechnete a
Einphasenlbergangstemperatur als T, definiert ist, ein erster Durchlauf des Vorwalzens bei einer Temperatur
von (T, -100) °C oder héher mit einer Walzreduktion von 30 % oder mehr durchgefihrt wird, und

wobei in einem Fertigwalzprozess des Warmwalzens, wenn die durch die folgende Gleichung (2) berechnete
maximale y Phasenvolumenfraktionstemperatur als T, .., definiert ist, wenigstens ein Durchlauf des Fertigwal-
zens in einem Temperaturbereich von (T, 4, = 50) °C mit einer Walzreduktion von 40 % oder mehr durchgefiihrt
wird.

To[°C] = 1383,98 - 73,29 [%Si] + 2426,33 [%C] + 271,68 [%Ni]...(1)

Tymax[°C] = 1276,47 - 59,24 [%Si] + 919,22 [%C] + 149,03 [%Ni]...(2)

wobei [% A] den Gehalt des Elements "A" im Stahl (Masse %) darstellt.

Verfahren zur Herstellung eines kornorientierten Elektrostahlblechs nach Anspruch 1, wobei eine Erwarmungsrate
von 500°C bis 700°C beim primaren Rekristallisationsgliihen 50°C/s oder mehr betragt.

Verfahren zur Herstellung eines kornorientierten Elektrostahlblechs nach Anspruch 1 oder 2, wobei das Stahlblech
einer Feinmagnetisierungsbehandlung in jedem Stadium nach dem Kaltwalzen unterzogen wird.

Verfahren zur Herstellung eines kornorientierten Elektrostahlblechs nach Anspruch 1 oder 2, wobei das Stahlblech
nach der sekundaren Rekristallisation einer Feinmagnetisierungsbehandlung durch Elektronenbestrahlung unter-
zogen wird.

Verfahren zur Herstellung eines kornorientierten Elektrostahlblechs nach Anspruch 1 oder 2, wobei das Stahlblech
nach der sekundéren Rekristallisation einer Feinmagnetisierungsbehandlung durch kontinuierliche Laserbestrah-
lung unterzogen wird.

Verfahren zur Herstellung eines kornorientierten Elektrostahlblechs nach einem der Anspriiche 1 bis 5, wobei we-

nigstens ein Durchlauf des Fertigwalzens in einem Temperaturbereich von (T, ;. + 50) °C bei einer Umformungsrate

20



10

15

20

25

30

35

40

45

50

55

EP 2 832 865 B1

von 6,0 s-1 oder mehr durchgefiihrt wird.

Revendications
1. Procédé de fabrication d’'une tole d’acier magnétique orientée, le procédé comprenant :
le chauffage d’une brame d’acier constituée, en % en masse, de

Si: 3,0 % ou plus et 4,0 % ou moins,

C : 0,020 % ou plus et 0,10 % ou moins,

Ni : 0,005 % ou plus et 1,50 % ou moins,

Mn : 0,005 % ou plus et 0,3 % ou moins,

Al soluble en milieu acide : 0,01 % ou plus et 0,05 % ou moins,

N : 0,002 % ou plus et 0,012 % ou moins,

au moins un élément choisi parmi S et Se pour un total de 0,05 % ou moins, et éventuellement I'un ou
plusieurs parmi Sn : 0,005 % ou plus et 0,50 % ou moins, Sb : 0,005 % ou plus et 0,50 % ou moins, Cu :
0,005 % ou plus et 1,5 % ou moins et P : 0,005 % ou plus et 0,50 % ou moins,

le reste étant du Fe et des impuretés inévitables ;

puis la soumission de la brame a un laminage a chaud pour obtenir une téle d’acier laminée a chaud ;

la soumission, ou non, de la téle d’acier a un recuit de bande a chaud ultérieur ;

puis la soumission de la téle d’acier a un laminage a froid une fois, ou deux fois ou plus en effectuant un recuit
intermédiaire entre ceux-ci pour obtenir une épaisseur de tole finale ;

puis la soumission de la tle d’acier a un recuit de recristallisation primaire et en outre a un recuit de recristal-
lisation secondaire pour fabriquer une téle d’acier magnétique orientée,

ou lors d’'une opération de laminage de dégrossissage du laminage a chaud, si on définit en tant que T, la
température de transition de phase unique o calculée par I'équation (1) suivante, une premiére passe du
laminage de dégrossissage est effectuée a une température de (T, - 100) °C ou supérieure avec un taux de
réduction par laminage de 30 % ou plus, et

ou lors d'une opération de laminage de finissage du laminage a chaud, si on définit en tant que T, la
température maximale de la fraction volumique de phase y calculée par I'équation (2) suivante, au moins une
passe du laminage de finissage est effectuée dans une plage de température de (T, 5, + 50) °C avec un taux
de réduction par laminage de 40 % ou plus.

T. [°C] = 1383,98 — 73,29 [% Si] + 2426,33 [% C] + 271,68 [% Ni] (1)

Tymax [°C] = 1276,47 — 59,24 [% Si] + 919,22 [% C] + 149,03 [% Ni] (2)

ou [% A] représente la teneur de I'élément « A » dans l'acier (% en masse).

2. Procédé de fabrication d’'une téle d’acier magnétique orientée selon la revendication 1, dans lequel une vitesse de
chauffage de 500 °C a 700 °C lors du recuit de recristallisation primaire est de 50 °C/s ou plus.

3. Procédé de fabrication d’'une téle d’acier magnétique orientée selon la revendication 1 ou 2, dans lequel la tole
d’acier est soumise a un traitement d’affinage des domaines magnétiques a n'importe quel stade aprés le laminage
a froid.

4. Procédé de fabrication d’'une tOle d’acier magnétique orientée selon la revendication 1 ou 2, dans lequel la tole
d’acier apres la recristallisation secondaire est soumise a un traitement d’affinage des domaines magnétiques par
irradiation par faisceau d’électrons.

5. Procédé de fabrication d’'une téle d’acier magnétique orientée selon la revendication 1 ou 2, dans lequel la tole

d’acier apres la recristallisation secondaire est soumise a un traitement d’affinage des domaines magnétiques par
irradiation laser continue.
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Procédé de fabrication d’'une téle d’acier magnétique orientée selon I'une quelconque des revendications 1

dans lequel au moins une passe du laminage de finissage est effectuée dans une plage de température de (T
+ 50) °C & une vitesse de déformation de 6,0 s™! ou plus.
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FIG. T
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F1G. 2
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